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Description 

The present invention relates to facing for absoiptive articles used to handle body fluid such as dis- 
posable diaper, inconsistence pad and sanitary napkin. 
5 As facing for such absorptive articles from DE 3 137 052 there Is l^cwn a two-layered non-woven 
fabric comprising an upper layer of hydrophobic fibres and a lower of hydrophilic fibres: 
Although the problem of a relatively wet skin has been solved to some extent, the effect achieved by in- 
corporation of hydrophobic fibres as the upper layer being a relatively dry skin, is largely limited by a re- 
quirement such that the upper layer should be formed as thinly as possible to maintain a desired permea- 
1 0 biiity for body fluid. Thus, the concept of this prior art can not be a satisfactory solution. 

GB-PS 2 114 895 shows a sanitary towel having an internal absorbent medium, with a fabric covering 
material. This covering fabric material has an integrated two-layer structure, the outer layer of which 
forming the surface that is In contact with the skin of the wearer and the inner layer disposed inside said 
outer layer. This material consisting essentially from 30 to 80% by weight of heatfusible fibers which are 
15 fusible at a temperature of 90 to 140*" and from 70 to 20% by weight of hydrophobic fibers which are not 
fusible at a temperature below 140°C. The weight ratio of heatfusible fibers/hydrophobic fibers in tiie 
outer layer being from 50/50 to 100/0, whereas such ratio in tiie inner layer being from 20/80 to 60/40. 

It is known from GB-PS 2 055 690 a non-woven fabric for sanitary towels including a first skin-con- 
tacting layer, a third layer forming the bad( face and a second layer which is interposed therebetween. 
20 The first layer being composed of 1,5 to 3 denier rayon fibers and thermoplastic fibers. The weight ratio 
of rayon fibers to thermoplastic fibers being 40/60 to 70/30 and being densely compacted to a paper-like 
form, the second layer being composed of 3 to 7 denier rayon fibers and themnopiastic fibers, so weight 
ratio of rayon fibers to thermoplastic fibers being 60/40 to 90/10 and being loosely compacted, tiie tiilrd 
layer being composed of 1 ,5 to 3 denier rayon fibers and thermoplastic fibers and the weight ratio of ray- 
25 on fibers to thermoplastic fibers being 40/60 to 90/1 0 the density of the structure being 1 5 to 30 g/m^. 

From GB-PS 2 014 207 there is known a non-woven covering layer for nappy or sanitary towel. The 
surface matenai is a non-woven fabric comprising from 60 to 90 wt.% of hydrophilic fibers and tiie bal- 
ance, i.e. from 40 to 10 wt% is hydrophobic fibers and wherein the hydrophilic fibers comprise two kinds 
of fibers of different tiiickness i.e. of from 10 to 90 wt.% of hydrophilic fibers having a tiiickness from 
30 1 .5 to 3 denier and a balance of from 90 to 1 0 wt.% of hydrophilic fibers having a thicl<ness of from 4 to 7 
denier. 

Characteristics desired for the facing of such absorptive articles include a high permeability, no wet 
touch remaining on the facing after permeation of body fluid, i.e., a dry touch to tiie wearer's skin, being 
free firom rewetting with body fluid occumng under a pressure upon the facing after body fluid has per- 
35 meated the facing, and a comfortable touch when worn. 

Said prior art has not been able to adjust or control these characteristics which conflict one another in 
the desired amount 

A principal object of the present invention is, therefore, to provide an improved facing for absorptive 
articles so as to satisfy tiie requirements for the respective characteristics simultaneously. 

40 The present invention broadly resides in facing for absorptive articles comprising a combined non-wo- 
ven fabric having two layers of different fibre-compositions, l.e., a first layer defining a surface to be 
In contact with tiie wearer's skin and a second layer defining a rear side witii respect to said surface, 
saki first layer being composed of hydrophobic fibres In 70 to 100% by weight and hydrophilic fibres In 0 
to 30% by weight, having a basic weight of 15 g/m^ at least and a patem of apertures with the area of 

45 0.29 to 30mm2 fomied In said first layer at a ratio of 10 to 50% with respect to its total area; and said sec- 
ond layer being composed of hydrophilic fibres in 50 to 100% by weight and hydrophobic fibres In 0 to 
50% by weight, having a basic weight of 5 to 50g/m2 and no aperture. 

The present invention resides also in a process for making said feeing, said process comprising steps 
of subjecting fibrous webs to high velocity water jet to obtain saki first layer and said second layer, re- 

50 spectively, and then bonding these two layers to each other, or subjecting said fibrous web to said high 
velocity water jet to obtain said first layer while fusing fibres of associated fibrous web togetiier to fonn 
said second layer and bonding these two layers to each otiier. 

Above-mentioned and other features of the present Invention will be apparent from the following de- 
scription in reference with embodiments as shown by the accompanying drawing. 

55 

Rg. 1 is a partially enlarged perspective view schematically illustrating facing according to the 
present invention; 

Fig. 2 Is a partially enlarged sectional view schematically illustrating the first layer and the second lay- 
er of said facing formed by high velocity water jet process and then bonded together; 
60 Fig. 3 is a partially enlarged sectional view schematically illustrating said first and second layers after 
said bonding has been achieved by heat treatment; 

Rg. 4 is a fragmentary perspective view schematically Illustrating said facing utilized for absorptive 
articles; 

Rg. 5 is a side view schematically Illustrating, by way of example, an apparatus for making said facing 
65 by high velocity water jet process; 
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Rg. 6 is a perspective view schematicaiiy illustrating a support roll arranged fn said apparatus and 
having therearound aperture fonning elements; and 
Rg. 7 Is a partially enlarged plan view sdiematically illustrating said support roll. 

5 As seen in Rgs. 1 through 3, facing 11 has a pattern of apertures 12 and comprises an Integrally com- 
bined non-woven fabric having a first layer 13 defining a surface to be in contact with the wearer's skin 
and a second layer 14 defining a rear side with respect to said surface 

To achieve the object of the present invention in the described example, the first layer 13 has a fi- 
brous composition of hydrophobic fibres in 100% by weight, a basic weight of 15g/m2, a densHy of 0.03 

10 g/cm3 or more, preferably of 0.5 to 1, The maximum acceptable content of hydrophllic fibres will be 30% 
by weight To achieve the object of the Invention, the second layer 14 is composed of hydrophilic fibres 
In 100% by weight, and has a basic weight of 5 to 50 g/m^, a density of 0.01 to 0.2 g/cm3. preferably of 
0.02 to 0.07 g/cm3 and a denier of 0.7 to 15, preferably of 3 to 8. Depending on the size of each aperture 
12 fomied In the first layer 13, the ratio of the apertures with respect to the total area of said first layer 

15 13. said density of the second layer 14, etc., a presence of hydrophobic fibres up to 50% by weight Is 
suitable to advantageously hold a desired elasity under a wet condition. The apertures 12 formed elliptl- 
cally In the first layer 13, to achieve the object of the invention, are of an area from 0.29 to 30 mm2, pref- 
erably from 0.35 to 1 1 mm, an aperture ratio from 10 to 60%, preferably from 20 to 50% and are formed by 
pushing or thrusting. I.e., distributing fibres aside without partially cutting off the fibres of the first layer 

20 13 for improvement of strength, toudi and appearance. It should be noted here that the configuration of 
the apertures is not limitted to that as shown in Rg. 1. 

The first layer 13 is a non-woven fabric in which individual fibres are entangled with one another. Such 
non-woven fabric is obtained by subjecting web of loose fibres disposed in random relationship with one 
another as Initial material for non-woven fabric to high velocity water jet treatment so as to achieve a de- 

25 sired fibre entanglement on a support The second layer 14 is also non-woven fabric in which individual 
fibres are mutually entangled but no aperture is formed. This does not exclude a possibility that the sec- 
ond layer 14 may be fomied by fusing individual fibres together through the heat treatment In the latter 
case, all or a pairt of hydrophobic fibres contained in the second layer 14 preferably comprises themio- 
fusible fibres. The optimal process for fonnation of the first layer 13 and the second layer 14 in the form 

30 of non-woven fabric and integrally combining these two components comprises, in one embodiment, 
steps of subjecting fibrous web to be formed Into the first layer 13 to said treatment so as to achieve a 
desired fibre entanglement, then placing other fibrous web to be formed into the second layer 14 upon 
said first layer 13, subjecting the last-mentioned fibrous web placed upon said first layer 13 to said treat- 
ment again so as to achieve the similar fibre entanglement not only among Individual fibres of said sec- 

35 end layer 14 but also with those of said first layer 13. In another embodiment, said fibrous web to be 
formed into the second layer 14 and containing therein said themio-fusible fibres is placed upon the first 
layer 13 fomned in accordance with the treatment as adopted in the first embodiment and then this assem- 
bly is subjected to said heat treatment so that individual fibres of said fibrous web destined to be fomned 
into the second layer 14 may be fused together not only in this fibrous web but also with individual fibres 

40 in the first-mentioned fibrous web destined to be fomied into the first layer 13. When the process is im- 
plemented In the first-mentioned manner, fibres of the first layer 13 and the second layer 14 are partially 
mixed and a boundary between these two layers Is not clear, as seen In Rg. 2 and, when the process is 
Implemented In ttie second manner, fibres of the first layer 13 and the second layer 14 are fused together 
exclusively along a boundary of these two layers, so that this boundary is relatively dear, as seen In 

45 Rg. 3. 

Formation of the first layer 13 by the fibre entanglement Is extremely convenient for fbmfiatlon of the 
apertures 12 by distributing fibres aside. Specifically, the fibrous web destined to be fomied Into the 
first layer 13 may be subjected to the high velodty water jet treatment as said web travels on a support 
having therearound aperture formation elements to achieve the desired fibre entanglement and simulta- 

50 neously to form the apertures as said aperture formation elements distribute fibres aside. 

Hydrophobic fibres useful for the first layer 13 indude polyester, polypropyrene, polyethylene, acryl, 
polyurethane fibres, etc. and the second layer 14 may be formed by synthetic fibres such as polyester 
of which the fibre surface has been imparted with hydrophilic nature, rayon fibres, cotton fibres, eta Al- 
though these may be used Independently or In combination, it is rather prefen-ed to fonn the first layer 13 

55 from polyester fibres and to form the second layer 14 substantially from polyester fibres treated so as 
to obtain hydrophilic nature. Such treatment Is preferably achieved by use of the treatment agents ob- 
tained, for example, by processes for preparing treatment agents for polyester moldings as disclosed In 
Japanese Patent Publications Nos. 44 - 2580, 44 - 2581 and 44 - 3967. 
The important factors in the present invention as have been numerically specified above will be fur- 

60 ther considered. The first layer 13 having a basic weight less than 15g/m2 and a density less than 
0.03g/cm3 could not satisfactorily prevent body fiuid from flowing backwards resuKIng in so-called re- 
wetting effect, the second layer 14 having a basic weight of 50g/m2 or more and a density of 0.2g/cm3 or 
more would decrease a permeability for body fluid, the first layer 13 having the apertures with the area 
less than 0.29mm2 and an aperture ratio less than 10% would result in an unacceptably low pemneability 

65 for body fluid, and the first layer 13 having the apertures 12 with the area of 30mm2 ©r larger and an aper- 
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ture ratio of 60% or higher would cause the second layer 14 to come in direct contact with the wearer's 
skin through said apertures or would cause body fluid to flow backwards through said apertures cause a 
discomfortably wet feel. It shouki be noted that, although the first layer 13 exhibits no difference in its 
function even when the basic weight exceeds a range AOg/m^ or morei sudi excessive basic weight is 

5 economically disadvantageous. 

The facing 1 1 constructed as has been mentioned above is utilized, as shown by way of example in Rg. 
4, for the absorptive artides such as disposable diaper, inconsistence pad and sanitary napkin whidi 
basically comprise an absorbent 15 substantially made of cotton-like woody pulp canying on its top said 
fedng 1 1 with the first layer 13 thereof defining the upper surface and provided on the underside of saki 

10 absoriMnt 15 with a water-Impermeable sheet 16 such as piastk; film. The rest anangement in the absorp- 
tive artrcies is similar to that in such artides of prfor art When body fluid is excreted on a certain spot of 
the first layer 13 constituting the fadng 11 now utilized as the component of the absorptive artide, body 
fluid permeate the second layer 14 through the respective apertures 12 present within said spot and is 
absort)ed by the absorbent 15. The body fluid thus absortied in substantially prevented from flowing 

15 badovards through the facing 11, since at least 70% by weight of flbres constituting the first layer 13 is 
hydrophobic and the apertures 12 are formed with tfie area of 0.29mm2 or less at the aperture ratio of 
60% or less. The second layer 14 will somewhat swell at the respective apertures 12, depending on the 
manner in which the first layer 13 is combined with the second layer 14. Even In such a case the second 
layer 14 is well behind tiie surface of the first layer 13, so that the second layer 14 is substantially kept 

20 from direct contact with the wearer's skin even when the second layer 14 might be somewhat wet witii 
body fluid. Further, the fadng 1 1 Is breathable not only at portions con-esponding to tiie respective aper- 
tures 12 but also as a whole, since the facing 11 is fonned of flbres wholly entangled with one another or 
partially fused together. 

To obtain the first layer 13 of the non-woven fabric which constitutes the facing according to tiie 

25 present Invention, fibres are entangled with one another and the apertures are fonmed preferably by an 
apparatus as shown by Rgs. 5 and 6, although the high velodty water jet apparatus of prior art may be 
used. The apparatus of Fig. 5 indudes a belt conveyor 20, water screen supply means 21, a first support 
roll 22, water Jet means 23 opposed to a periphery of said first support roll 22, another belt conveyor 24, 
a second support roll 25 carrying Uierearound aperture fomiatlon elements, a plurality of water Jet 

30 means 26 an-anged at predetermined intervals and opposed to a periphery of said second support roll 
25, and a pair of squeeze rolls 27. The water screen supply means 21 includes a reservoir 28 adapted to 
maintain a predetermined quantity of water overflowing it, and a tilting plate 29 along which said predeter- 
mined quantity of water continuously flows down, forming a water screen which is supplied over fibrous 
web 30. Thereby, the fibrous web 30 is effectively prevented from becoming fluffy and maintains its tex- 

35 ture so that tiie fibre entanglement treatment may be effectively achieved. The second support roll 25 is 
provided in the form of a cylinder having predetemriined diameter and length. Said cylinder has a repeat- 
ing pattern of projections 31 arranged on a smooth peripheral surface of said cylinder at predetermined 
spadngs from one another, and. In the flat area defined among said projections, a plurality of perfora- 
tions 32 for drainage. Each of said projections 31 is preferably configured so tiiat the apertures 12 may 

40 be formed in the fibrous web 30 at a high efficiency and the non-woven fabric thus fonned may be readi- 
ly peeled off from the second support roll 25. To this end, the projection 31 Is preferably tapenred fi'om 
its base to its top, for example, in tiie form of a semi-sphere. The diameter, the area ratio wltii respect to 
tiie peripheral surface of the cylinder and the distribution pattern of the projections 31 substantially cor- 
respond to those of the apertures 12 in the first layer 13, and the height of each projection 31 Is prefera- 

45 biy selected between 0.4 and 10mm in order tiiat the apertures 12 may be dearly fonmed In the non-woven 
fabric. The first support roll 22 preferably includes a plurality of perforations (not shown) for drainage 
of 0.2 to 1 ,0mm in diameter, distributed at predetermined spacings over its peripheral surface at an occu- 
pation ratio of 2.5 to 30% with respect to a total area of said peripheral surface. The first support roll 22 
and the second support roll 25 include suction means (not shown) therein for sudion drainage so that an 

50 effidency at which tiie drainage on the outer surfaces of the respective rolls 22, 25 may be promoted. 
Both the first support roll 22 and the second support roll 25 have predetermined hardnesses so as to as- 
sure that the water streams directed firom the respective jet means 23, 26 bound on the roil surfaces of 
said first and second supports 22, 25, respectively, and these bounding water streams sen^e again to 
effect tiie fibre entanglement The fibrous web 30 is preliminarily fibre-entanglement treated on the first 

55 support roil 22 under water jet directed from the jet means 23, tfien fijily treated on the second support 
roil 25 under water streams direded fi'om the respective jet means 26 and simultaneously provided witii 
the apertures as tiie respective projections 31 distribute the fibres aside. A back pressure of water 
stream is preferably selected in a range from 20 to 100kg/cm2. At a back pressure less than 20kg/cm2, a 
sufficient energy will not be obtained to achieve a desired flbre entanglement effect and both the effi- 

60 clency and the strength of such fibre entanglement will be inadequate. At a back pressure higher tiian 
100kg/cm2 the cost will become too high to be commerdally reasonable and a texture of tiie fibrous web 
30 will be easily disturbed. Water quantity is preferably selected in a range from 0.5 to 20/m2. Water 
quantity less than 0.5/m2 will be unable to provide suffldent effidency and strengtii of fibre entangle- 
ment Depending on the jet pressure, and diameter as well as number of orifices arranged in the water jet 

65 means 23, 26, even witii a water quantity of or higher, neitiier tiie effidency nor the strengtii of fi- 
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bra entanglement could be improved in proportion to such water quantity and, in consequence, such a 
level of water quantity will merely result in economical disadvantage. 

The manner in which the individual fibres are fused together to fonn the second layer 14 of the non- 
woven fabric as the facing according to the present invention is well Imown to those skilied in the art and 
5 will not be described in det^ls. 

(Examples) 

Various examples are listed in Table 1 . 
1 0 Table 2 indicates properties of the examples as listed in Table 1 together with properties of controls. 

Control 1 is the facing utilized by the applicant In disposable diaper. This is the non-woven fabric 
fonned by fibre entanglement treatment under high velocity water jet and comprising 50% by weight of 
1 .5d X 51 mm rayon fibres and 50% by weight of 1 .4d X 44mm polyester fibres. This non-woven fabric has 
a basic weight of 30g/m2. 

15 Control 2 is the facing utilized by A company in dispos^Ie diaper manufactured by this company. This 
is made of 25g/m2 polyethylene film provided with a plurality of apertures with 0.5mm(j>. 1mm spacing and 
20% aperture ratio. 

The properties listed in Table 2 were detemnlned by testing procedures as set forth below: 
20 (1) Pemneabilfty 

Sample(facing) was laid on top of an absori^ent made of cotton-like woody pulp and then 5ml of artifi- 
cial urine was poured down from a beaker at once over the sample. Seconds taken for complete permea- 
tion of the sample were counted. 
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(2) Rewet property 



Sample was placed on top of an absort)ent made of lOOcm^ cotton-like woody pulp, then artificial urine 
was poured down from a burette over the sample by a quantity 5-times a weight of the absoriDent, there- 
30 after artificial skin sheet of aibber was laid on the sample and finally a weighing plate of 100cm2 and 7 kg 
was put on this assembly. After 3 minutes have elapsed, the weighing plate was removed and a quantity 
of artificial urine clinging to the artificial skin sheet was measured. 



(3) Dry touch property 

The sample after said rewet property was determined was touched by hand and a wetness remaining 
thereon was tested. 
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Table 2 



IS 



20 



Exampld 


PermeaUlity 


Rewet Property 


Dry Touch Property 


1 


15sec 


Smg/IOOcm^ 


A 


2 


Shorter than 1 sec 


12 


A 


3 


Shoiterthanlsec 


15 


C 


4 


Shorter than 1 sec 


24 


C 


5 


7860 


6 


B 


6 


Shorterthani sec 


6 


B 


7 


Shorter than 1 sec 


20 


C 


e 


Shorter than 1 sec 


13 


A 


9 


Shorterthani sec 


12 


A 


Control 








1 


Shorter than 1 sec 


30 


D 


2 


Shorter than 1 sec 


15 


A 



Note: A to D Indioale better order, so that A ts best whilst P Is wrst 



Claims 

25 

1 . Facing for absorptive articles comprising a combined non-woven fabric having two layers of differ- 
ent fibre-compositions, I.e., a first layer (13) defining a surface to be In contact with the wearer's skin 
and a second layer (14) defining a rear side with respect to said surface, said first layer (13) being com- 
posed of hydrophobic fibres In 70 to 100% by weight and hydrophllic fibres In 0 to 30% by weight, having 

30 a basic weight of 1 5 g/m2 at least and a pattern of apertures (1 2) with the area of 0.29 to 30 mmz formed In 
said first layer at a ratio of 10 to 50% with respect to its total area; and said second layer (14) being com- 
posed of hydrophllic fibres in 50 to 100% by weight and hydrophobic fibres in 0 to 50% by weight, having 
a basic weight of 5 to 50 g/m^ and no aperture. 

2. Facing for absorptive articles according to Claim 1, wherein said apertures (12) are formed by dis- 
35 tributed aside fibres. 

3. Facing for absorptive articles according to Claim 2, wherein the fibres at both of said first layer 

(13) and said second layer (14) are entangled and integrally combined with each other and with one anoth- 
er. 

4. Facing for absorptive articles according to Claim 1. wherein the hydrophobic fibres contained in 
40 said second layer (14) are wholly or partially composed of thermo-fuslve fibres which are fuslve at a 

temperature of 90 to 140°C. 

5. Facing for absorptive articles according to Claim 4, wherein said first layer (13) comprises a non- 
woven fabric of entangled fibres and said second layer comprises a non-woven fabric of fibres fu- 
sioned and which are Integrally combined with said first layer. 

45 6. Facing for absorptive articles according to Claim 1, wherein fibres contained in said first layer (13) 
have a denier of 0.2 to 2 and a density of 0.03 to 0.3g/cm3 while fibres contained in said second layer 

(14) have a denier of 0.7 to 15 and a density of 0.01 to 0.2g/cm3. 

7. Process for making facing of absorptive articles comprising steps of forming a non-woven fabric 
provided with a pattern of apertures with the area of 0.29 to 30mm2 and at an aperture ratio of 10 to 50% 

50 from first fibrous web destined to be formed Into a first layer, said first fibrous web being composed of 
hydrophobic fibres in 70 to 100% by weight and hydrophllic fibres In 0 to 30% by weight and having a ba- 
sic weight of 15g/m2 at least; fonming a non-woven fabric having no aperture from second fibrous web as 
held placed on the first-mentioned non-woven fabric, said second fibrous web being destined to be 
fomied Into a second layer and composed of hydrophllic fibres In 50 to 100% by weight and hydrophobic 

55 fibres in 0 to 50% by weight, said second fibrous web having a basic weight of 5 to 50g/m2; and simultane- 
ously combining said second fibrous web Integrally with said first layer. 

8. Process for making facing of absorptive articles according to Claim 7, wherein said first fibrous 
web Is subjected to high velocity water jet treatment on a support carding thereon aperture formation el- 
ements distributed at predetermined spacings so as to achieve desired fibre entanglement and simultane- 

60 ously fibres of said first fibrous web are distributed by said aperture formation elements askie so as to 
fonm said apertures through said first fibrous web. thus fomnlng saki first layer. 

9. Process for making facing of absorptive articles according to Claim 8, wherein said second fibrous 
web as held placed on said first layer is subjected to high velocity water jet treatment so as to achieve 
desired fibre entanglement in this second fibrous web as well as with fibres of said first layer, thus fomn- 

65 ing said second layer. 
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10. Process for making facing of absorptive articles according to Claim 1 or 8, wherein said second fi- 
brous web wholly or partially composed of hydrophobic and thermo-fuslve fibres being fusive at a tem- 
perature of 90 to 140^0 is treated at said temperature as held placed on said first layer so as to achieve 
desired fibre fusion in this second fibrous web as well as with fibres of said first layer, thus forming said 

5 second layer. 

11. Process for making facing of absorptive articles according to Claim 7, wherein the fibres of said 
first fibrous web present a denier of 0.2 to 2 while the fibres of said second fibrous web present a de- 
nier of 0.7 to 15. 

12. Process for making facing of absorptive articles according to any one of Claims 7, 8, 9 and 10, 
10 wherein said first layer and said second layer are treated so that these two layers respectively present 

densities of 0.03 to 0.3g/cm3 and 0.01 to 0.2g/cm9. 

13. Process for making facing of absorptive articles according to Claim 8, wherein said aperture for- 
mation elements comprises projections anranged on a surfoce of said support 

15 PatantansprOche 

1. Deckschicht fOr eine absorbierende Vorlage, bestehend aus einem kombinierten Faservlies mit 
zwei Lagen unterschledllcher Faserkomposttlonen, namlich elner ersten Lage (13). welche die mit der 
Haut des Tragers in Kontakt tretende Oberflache definiert und elner zweiten Lage (14). die bezQglich der 

20 Oberflache eine rQckw3rtige Seite definiert, wobei die erste Lage (13) zusammengesetzt ist aus 70 bis 
100 Gew.-% wasserabstoBenden Fasem und 0 bis 30 Qew.-% wasserbindenden Fasern. mit einem Basis- 
gewicht von mindestens 15 g/m^ und einem Muster aus Offnungen (12) mit einer Flache von 0,29 bis 30 
mm^, die in der ersten Lage mit einem Prozentsatz von 10 bis 50% bezOglich der Gesamtflache ausgebil- 
det sind und wobei die zweite l^ge (14) aus wasserbindenden Fasern mit einem Anteil von 50 bis 100 

25 Gew.-% und wasserabstoBenden Fasem mit einem Anteil von 0 bis 50 Qew.-% und einem Grundgewicht 
von 5 bis 50 g/m^ zusammengesetzt ist und keine dffnungen aufweist. 

2. Deckschicht fur eine absorbierende Vorlage nach Anspruch 1, wobei die dffnungen (12) durch zur 
Seite gedr^ngte Fasern gebildet sind. 

3. Deckschicht fOr eine absorbierende Vorlage nach Anspruch 2, wobei die Fasem sowohl der ersten 
30 Lage (13) als auch der zweiten Lage (14) verschlungen und untereinander und miteinander integral ver- 

bunden sind. 

4. Deckschicht fOr eine absorbierende Vorlage nach Anspruch 1, wobei die wasserabstoBenden Fa- 
sem in der zweiten Lage (14) vollst^ndig oder teiiweise aus warmschmelzbaren Fasern gebiidet Ist, die 
bei elner Temperatur von 90 bis 140"C schmelzen. 

35 5. Deckschicht fOr eine absorbierende Vorlage nach Anspmdi 4, wobei die erste Lage (13) ein Fa- 
servlies aus Wirrfasem und die zweite 1-age ein Faservlies aus miteinander verschmolzenen Fasem 
umfaBt, welche integral mit der ersten Lage verbunden sind. 

6. Deckschicht fQr eine absorbierende Voriage nach Anspmch 1, wobei die Fasem in der ersten Lage 
(13) 0,2 bis 2 Denier und eine Dichte von 0,03 bis 0,3 g/cm^ aufweisen, w&hrend die Fasem in der 2wei- 

40 ten Lage (14) 0,7 bis 15 Denier und eine Dichte von 0,01 bis 0,2 g/cms aufweisen. 

7. Verfahren zum Herstelien einer Deckschicht fOr eine absorbierende Vorlage mit den Verfahrens- 
schritten: 

- Ausbiiden elnes Faservlieses, das mit einem Muster aus dffnungen mit einer RSche von 0,29 bis 30 
mm2 und einem OffnungsverhSItnis von 10 bis 50% aus einer ersten fasrigen Bahn, die in eine erste Lage 

45 geformt werden soli, ausgebildet wird, wobei die erste fasrige Bahn aus 70 bis 100 Gew.-% wasserabsto- 
Benden Fasem und 0 bis 30 Gew.-% wasserbindenden Fasem und einem Basisgewicht von mindestens 
15 g/m^ zusammengesetzt ist; 

- Ausbiiden elnes Fasen/lieses ohne Offnungen aus einer zweiten fasrigen Bahn. die auf dem erst er- 
wahnten Faservlies aufgelegt wird. wobei die zweite fasrige Bahn dazu bestimmt ist. in eine zweite Lage 

50 geformt zu werden, wobei sie aus 50 bis 100 Gew.-% wasseri^indenden Fasem und 0 bis 50 Gew.-% was- 
serabstoBenden Fasem gebildet ist und wobei die zweite fasrige Bahn ein Basisgewicht von 5 bis 50 
g/m2 aufweist; und 

- gleichzeitiges integrates Verbinden der zweiten fasrigen Bahn mit der ersten l-age. 

8. Verfahren zum Herstelien einer Deckschicht fQr eine absorisierende Voriage nach Anspruch 7, 
55 wobei die erste fasrige Bahn einer Wasserstrahlbehandiung mit i-lochgeschwjndigkeitswasserstrahten 

auf einer Unteriage ausgesetzt ist, welche an vortDestimmten Stelien verteilt Offnungen bildende Ele- 
mente trSgt, um die gewQnschte Fasen^erschilngung zu en-elchen. wobei glelchzeitig Fasem der ersten 
fasrigen Bahn durch die Offnungen blldenden Elemente zur Seite gedrangt werden, wodurch die genann- 
ten Offnungen durch die erste fasrige Bahn hindurch gebildet werden, wobei auf diese Weise die erste 
60 Lage ausgebildet wird. 

9. Verfahren zum 1-iersteIlen einer Deckschicht fur eine absori^lerende Voriage nach Anspnjch 8, 
wobei die zweite fasrige Bahn, wahrend sie auf der ersten 1-age gehalten wird, einer Wasserstrahlbe- 
handiung mit Hochgeschwindigkeltswasserstrahlen ausgesetzt wird, um die gewQnschte Fasen^envir- 
mng in dieser zweiten fasrigen Bahn, wie auch mit den Fasem der ersten Lage zu endelen. wobei auf 

65 diese Weise die zweite Lage gebiidet wird. 
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10. Verfahren zum Herstellen einer Decksdilcht fDr elne absorblerende Vorlage nach Anspruch 1 
Oder 8. wobei die rweite fasrige Bahn, die vollstandig Oder zum Teil aus wasserabstoSenden und warm- 
schmelzbaren Fasem, die bei einer Temperatur von 90 bis IWC schmeizbar sind, gebildet ist, dieser 
Temperatur ausgesetzt wird, wShrend sie auf der ersten Lage plaziert Ist, urn die gewQnschte Faser- 

5 verschmelzung In dieser zweiten fasrigen Bahn, wie auch mlt den Fasern der ersten Lage zu erzielen, 
urn auf diese Weise die zweite Lage zu Widen. 

11. Verfahren zum Herstellen einer Deckschicht fOr eine absorbierende Vorlage nach Anspruch 7, 
wobel die Fasem der ersten fasrigen Bahn 0,2 bis 2 Denier aufweisen, wihrend die Fasem der zweiten 
fasrigen Bahn 0,7 bis 15 Denier aufwelsen. ^ ^ u . u r«i,t_ 

10 12. Verfahren zum Herstellen einer Deckschicht fGr eine absorblerende Vorlage nach einem beliebl- 
gen der AnsprOche 7. 8, 9 und 10, wobei die erste Lage und die zweite Lage behandelt werden, so da8 die- 
se zwel Ugen Dichten von 0,03 bis 0.3 g/cm3 und 0,01 bis 0,2 g/cm3 aufweisen. 

13. Verfahren zum Herstellen einer Deckschicht fOr eine absorbierende Vorlage nach Anspnjch 8. 
wobel die die Offnungen bildenden Elemente VorsprOnge umfassen, weiche auf einer Oberfiache der 

15 Auflage angeordnet sInd. 

Revendlcations 

1, Doublure pour articles absorbents, caracl6ris6e en ce qu'elie comporte une 6toffe non tissue ayant 
20 deux couches de dlff§r«ntes compositions de fibres, c'est-^i-dire une premldre couche (13) d6finissant 

une surface & mettre en contact avec la peau d'un porteur. et une seconde couche (14) d6finissant un 
c6te an-idre par rapport k ladite surface, ladite prem»re couche (13) §tant composde de fibres hydro- 
phobes pour 70 k 100% de son polds, et de fibres hydrophiles pour 0 k 30% de son poids prdsentant un 
poids de base de 15 g/m2 au moins et un motif rfouverture (12) avec une surface de 0,29 k 30 mmz mena- 
25 g6es dans ladite premiere couche avec un rapport de 10 & 50% de sa surface totale; et ladite sea)nde 
couche (14) 6tant compos6e de fibres hydrophiles pour 50 k 100% en polds et de fibres hydrophobes 
pour 0 k 50% en polds, prdsentant un poids de base de 5 & 50 g/mz, et aucune ouverture. 

2. Doublure pour articles absorbants selon la revendication 1. dans laquelle lesdites ouvertures (12) 
sont formees par des fibres qui ont 6t6 dcart^es. „ . « ui -j 

30 3. Doublure pour articles absorbants selon la revendication 2, dans laquelle les fibres, aussi Wen de 
ladite premiere couche (13) que de ladite seconde couche (14) sont enchev§tr6es et iides en Woe entre el- 
les et les unes aux autres. u j u u 

4. Doublure pour articles absorbants selon la revendication 1, dans laquelle les fibres hydropnooes 
contenus dans ladite seconde couche (14) sont compos6es, en tout ou partie, de fibres thermofusibles, 

35 qui sent fusibles k des temperatures de 90* a 1 40**C. 

5. Doublure pour articles absorbants selon la revendication 4 dans laquelle ladite premiere couche 
(13) comporte une 6toffe non tissue de fibres enchevetr6es, et ladite seconde couche comporte une 
6toffe non tissee de fibres fusionn§es et qui sent Ii6es en bloc avec ladite premiere couche. 

6. Doublure pour articles absorbants selon la revendication 1, dans laquelle les fibres contenues dans 
40 ladite premiere couche (13) pr6sentent un denier de 0,2 ^ 2 et une density de 0,03 k 0.3 tandis que les fi- 
bres contenues dans ladite seconde couche (14) pr6sentent un denier de 0,7 & 15 et une density de 0,01 k 
0,2. 

' 7. Proc6d§ de fabrication de doublure pour articles absorbants, caract6ris6 en ce qu'il comprend les 
stapes suivantes: former une §toffe non tiss6e munie d'un motif d'ouvertures avec une surface de 0,29 

45 k 30 mm2 et un support d'ouverture de 1 0 ^ 60% k partir d'une premifere matte de fibres destin6es k cons- 
tltuer une premiere couche, ladite premiere matte de fibres etant composes de fibres hydrophobes pour 
70 k 100% en poids et pr6sentant un poids de base d*au moins 15 g/m^; fomier une 6toffe non tissee ne 
pr6sentant pas d'ouvertures k partir d'une seconde matte de fibres, comme elle est plac6e sur I'^toffe 
non tissue mentionn6e en premier lieu, ladite seconde matte de fibres 6tant destin6e a constituer, une se- 

50 conde couche, et compos^e de fibres hydrophiles pour 50 k 100% en poids, et de fibres hydrophobes 
pour 0 k 50% en polds, ladite seconde matte de fibres pr6sentant un poids de base de 5 50 g/rn 2; et llant 
en bloc simuitan6ment ladite seconde matte de fibres avec ladite premiere couche. 

8. Proc6d6 de fabrication de doublure pour articles absorbants suivant la revendication 7, dans le- 
quel ladite premiere matte de fibres est soumise k un traitement par un jet d'eau k grande vitesse sur un 

55 support transportant des 616ments formateurs d'ouvertures r6partis k espacements pr6d§termin6s en 
sorte d'obtenir I'enchevetrement de fibres voulu, et simultanement des fibres de ladite premiere matte de 
fibres sont r6parties de cdt6 par lesdrts 6l6ments formateurs d'ouvertures, en sorte de former lesdites 
ouvertures k travers ladite premi6re matte de fibres, formant ainsi ladite premiere couche. 

9. Proc6d6 de fabrication d'une doublure pour articles absortjants selon la revendication 8, dans le- 
60 quel ladite seconde matte de fibres, comme plac6e sur ladite premiere couche est soumise k un traitement 

par un jet tfeau k grande vitesse en sorte d'obtenir I'enchevetrement souhait§ dans ladite seconde matte 
de fibres, aussi Wen qu'avec les fibres de ladite premiere couche, fonnant ainsi ladite seconde couche. 

10. Proc6d6 de fabrication de doublure pour articles absorbants suivant les revendlcations 1 ou 8, 
dans lequel ladite seconde matte de fibres. compos6e en tout ou partie de fibres hydrophobes et ther- 

65 mofuslbles, 6tant fusibles k une temperature de 90" k 140»C est traltSe k ladite temperature comme pla- 
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c6e sur ladite premiere couche en sorte d'obtenir la fusion voulue des fibres dans ladite seconde matte 
de fibres aussi blen qu'avec les fibres de ladite premidre couche, formant ainsi ladite seconde couclie. 

11. Proced§ de fabrication d'une doublure d'articles absorbants suivant la revendication 7, dans le- 
quel les fibres de ladite premiere matte de fibres pr^sente un denier de 0,2 k 2, tandis que les fibres de 

5 ladite seconde matte de fibres pr^sentent un denier de 0,7 ^15. 

12. Proc^d§ de fabrication de doublure d'articles absorbants suivant Pune quelconque des revendica- 
tions 7, 8, 9 et 10, dar^ lequel iadite premiere couche et ladite seconde couche sent tratt^es de telle sorte 
que ces deux couches pr§sentent respectivement des densit^s de 0,03 k 0,3 et 0,01 k 0,2. 

13. Proc^d6 de fabrication de doublure d'articles absorbants suivant la revendication 8, dans lequel 
10 lesdHs ^I§ment8 fonnateurs d'ouvertures oomportent des saiilies disposdes sur une face dudit support 
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